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MACHINE -TOOL MOTORS STANDARDIZED;
NEW CASTING, STAMPING METHODS SAVE METAL

NOMBER OF MOTQR TYPES CUT -- Btankl 1 instrument, No 7, 1949

Until recently, some 60 aiffarent electric motors far machine
tools were being built in the USSR. With each electric-machine
building enterprise meking 15 different mntors, mass production on a
conveyer-belt basis was imposaible. Soyiet technologists have found
a radical golution to this problem: the nwrbsr of dirferent netorg
within any given power range has been drastically cut. In the ?- to
8-liloxatt rango, for instance , theXe aro now only three motore where
previcusly there had been 15. In the future, machine-tool designers
muat review existing mpecifications and adapt their power requirements
Lo the new series of asynchronous electric motors.
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METALWORKERS PLEDGE MATERTAL, RUBLE SAVINGS - Stanki 1 ingtrument,, No 6,
1949 . .

Tha Moscow Conference on High-Speed Metalvorking Methods hes pledged
to release 30C million rubles during 1949 by apesding the turnover of work-
ing cepital., Mare than 1,70Q Stekhagovites, workers, scientific-research
workars, desi'gners, and repregentatives of institutes and main adminigtra-~
tlonz of the Miniatry of Machime-Tocol Building participabed in the confer-
ence. The conferees worked in five groupa: casting, forging and stamping,
welding, machining, &nd heat tréating,

~2CL

¥eenine moulding, it was pointed out, compriged only 50 percent of all
moulding done. The figure ahovld be 85 - 70 parcent.

Due to the rapid increage in the production of cesting materialg, the
casting production cycie vas found to have tripled in spoed and its vage
expenditure cut nearly in half. Consumptioa of fuel per ton of cagt mate-
rial hed dropped firam 173 kilograms to only 75 kilogrems.
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The use of cold forging insgtead of machining has proved to be higly
profiteble in making certein machine perte. The following table con-
\ treate the cost in rubles of making 1,000 wnite each of parts "e" and
; """ by the 4vyo methods.

Part A Part B

Machined Cola-forged Machined Cole -forged
Metal 70 1%.5 24 11.8
Wagos 50 0.75 by oy b.o
Plent expanditures 240 6.5 164 28.8
Tonl 390 200 2,105 1,590
Total 750 230.75 2,545 .4 1,6%4.8

Mocause of the cost of the mawrix end dte, cold forging e unpi L~
itable unless 5,000 or more pieces are to be made.

The stemping of hearing races in a one-plece die, rather than a
divided dle, was also dlscussed at the conference. It wasg pointed ovut
that during 1948, ahout 50 pescent of the total etemping was ome in ouc-
picce dies. Uniformigy in aize,. external end internal concentrricity,
and “low wear on the -die &re pdvanteges of this msthod. Proguctivity
in both the stemping end machine shops 1e increassd 6 - 8 percent. One
million’rubles =and KOO tons of metal were eavea during the year by one-
plece stamping.

The conferses algo disgcussed a new method of maiiing beering reaces
by hot rolling. The method, which 1s now in uge, has accarplished the
following savinge:

Race Diamster Metal Seving (tcas) Labor Saving (%)

Up to 120 mm 200 3 -5

160 to 260 m 200 Ky 50

300 t6 750 ma 100 25 - 30 v

In the field of welding, it was ghown that it i@ now pogsibie *-~
conduot automatic flux velding on continuous or noncontinuov: Aeams ,
vertically or horizontally, on low-carbon, allcyed, and high-alloyed
austenite steels.

The use of inductive heatimg with high-frequency currents for high-
temperature soldering is onv of the new high-speed methods ia metalworking.
Bowever, the confereace was told that electric heating in general was still
legging in i ¢ stry. Whiie the number of parts now temperasd by high-fre-
quency curre tic gmowing, tlere remeins the neceseity of eliminsting from
cspe hardening Couoaiu chemicul ané thermic processes guch as cementation,
cyanidation, and others which still heve not been converted to high-fre-
quency methods.- Electric case hardening will not only speed up the procersg
but improve the quality of the product as well.

The Importance of widening the uge of nonoxldi zing beat ireatment
vwag also noted. A% present, deaigns for nonoxidizing heat treatment unite
have been woried oup at a number of plante. These can orerate on practicallv
any type of fuel, including generator gas, pyrolusite ¢as, and othera. The
method speede production, cuts down the amount of machining necesgary t»
finish the part and saves metal.
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A new elestrarschanical dial sauge nov frees the turner from the
time-consuming job of checking the DLlank during the turning of gradusted
shafty. The device autmatical Ty etnpe Tonpteudinsl foea 2t o PEgTi gion
limit of 0,1 millimeter. Tie geuge wac designed for the DiP200 and T1P20M
machines, but cen Ve used on any lathe lruving a worm-gear longitudinel
Teed. The gauge ¢its the time of suxiliary operations 30 - 50 percent;
iucrenses . labor productivity 20 - 25 percent, and permite machind.z of
graduated shefts at maximum speads.
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